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0= initial, s = sintered, g = green, T = theory, a = apparent
y = densification parameter, p = density
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1) A study on microstructures and properties of P/M valve seats of hot forging by laser irradiation
%) Influence of chromium on microstructure and sintering properties of FeNiMoCu system
prealloyed powders

A1) Cold compaction of silicon powders without a binding agent

1) Stress-strain behavior of porous NiTi alloys prepared by powder sintering

9) Copper injection molding using a thermoplastic binder based on paraffin wax

M) Metal injection moulding of HS 12-1-5-5 high-speed steel using a PW-HDPE based binder




